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INTEGRATED SOIL AND FLUID 
DECONTAMINATION SYSTEM 

This application is a continuation of application Ser. No. 
08/696,499 ?led on Aug. 14, 1996, now US. Pat. No. 
5,814,234. 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 

The invention relates to a method and apparatus for 
decontaminating oily mixed Waste ?uid containing Water 
and soil polluted With hydrocarbons. This invention pro 
poses a treatment method Where the separated hydrocarbons 
and treated Water are used in the process of treating the soil 
(also generally referred to as media). 

2. Description of the Related Art 
Many sites around the World are polluted in such a Way 

that both the soil and any adjacent Water are both contami 
nated by hydrocarbons from the same source. Systems 
previously dealt With this problem by using separate facili 
ties for decontamination, one for soil decontamination, 
another facility for Water decontamination. There are also a 
number of existing soil treatment facilities but they have no 
ability to treat the Waste ?uid in conjunction With the soil 
treatment process. 

Jaisinghani (US. Pat. No. 4,315,822) discloses a system 
for the separation of oil and Water from bilge Water. Jais 
inghani addressed the problem of inadvertent and undesired 
emulsi?cation of the oil and Water When the bilge Was 
pumped out. Conventional pumping means used high pres 
sure pumps as a matter of course, With the emulsi?cation of 
the oil and Water being the result. To remedy this, Jaising 
hani chose to accomplish all the pumping Within the system 
by one and only one loW pressure, loW emulsi?cation pump 
for all of the various pumping jobs in the oil/Water separa 
tion process. 

A regenerative ?lter is used Within the system disclosed 
by J aisinghani to separate the oil from the Water in the bilge. 
This regenerative ?lter required occasional backWashing to 
regenerate it. There Was no provision for doing anything 
With the used backWash Water other than to send it to a 
backWash Water outlet as untreated Waste. 

Another shortcoming of the approach used by J aisinghani 
is that by using only one pump type, the designer is forced 
to pick a pump that is only optimal for one or tWo of the 
many jobs required from the pump. For the other pumping 
jobs Within the system, such as pumping the clari?ed Water 
to its outlet, a loW pressure and loW emulsi?cation pump is 
a less desirable pump for the job. Also, With only one pump, 
the system throughput is severely limited since only one step 
Within the process could be done at any given time. 

Torline et al. (US. Pat. No. 5,227,071) disclose a Water 
decontamination system. This oil/Water separation system 
has four or ?ve stages that include a coalescer, an ultra 
?ltration stage, an activated carbon ?lter, a cation exchange 
column, and an optional gravity separation stage and/or a 
clari?cation stage. The goal of Torline et al. Was to treat 
contaminated mixed Waste ?uids, including those contami 
nated With heavy metals, to the point that they met the 
environmental regulations for discharge of the decontami 
nated Water into surface Waters. 

Adisadvantage to the system disclosed by Torline et al. is 
that there are a number of out?oW products that require 
further treatment by other systems not mentioned in the 
disclosure before they can be safely disposed. These other 
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2 
out?oW products include used backWash Water from the 
activated carbon ?lter, heavy metal contaminated used back 
Wash Water from the cation exchange toWer, and unproc 
essed sludge from the oil/Water separator. 

Another disadvantage to the system disclosed by Torline 
et al. is the inclusion of ion exchange, activated charcoal, 
and membrane ?ltration sub-systems. All of these systems 
have cost, maintenance, backWashing, and repair needs 
Which require considerable effort and expense. The com 
plexity of the system disclosed by Torline et al. Was needed 
to have the treated Water produced meet very strict standards 
so that it may be discharged directly into surface Water. This 
incurs considerable complexity of design, expense, and the 
need to deal With an additional ef?uent out?oW that itself 
requires further treatment by another decontamination sys 
tem. 

Kitko (US. Pat. No. 5,350,527) discloses a system for 
treating contaminated Water to the point that it can be 
discharged into surface Water. This system is intended for 
use in an industrial environment and includes a number of 
stages. In this system there are tWo stages of membrane 
?ltration With successively smaller pore siZes folloWed by a 
heavy oil gravity separator, settling tanks, a light oil 
coalescer, an even ?ner pore siZe membrane ?lter, and 
?nally an activated charcoal ?lter. 
An alleged advantage to this system disclosed by Kitko is 

that the Water treated could be continuously re-cycled in a 
closed loop. Despite this, there is no speci?c mention of hoW 
to deal With the contaminants that are entrapped by the 
various elements Within the system. When this system is 
backWashed or cleaned, the resultant ef?uent is removed 
from the site and dealt With as contaminated Waste, Which 
incurs additional effort and expense. Another disadvantage 
to this system, like Jaisinghani and Torline et al., is the 
inclusion of a number of sub-systems such as an activated 
charcoal ?lter and a number of membrane ?lters that incur 
considerable effort and expense for their installation, 
maintenance, and repair. 

Ballard et al. (US. Pat. No. 5,288,330) disclose a means 
and apparatus that decontaminates particulate matter, 
including sand, gravel, and soil. This is done in this system 
by Washing the particulate matter to be decontaminated With 
heated Water. This used heated Wash Water is then treated 
and reused Within the process. 

It is stated in the Ballard et al. disclosure that the Wash 
Water is to be heated to a temperature greater than the 
melting point of at least some of the contaminants. Also, if 
necessary for a speci?c pollutant being treated, acetic acid 
could be added to the heated Wash Water to dissolve heavy 
metals in the material being decontaminated. In this system 
the used Wash Water is puri?ed by tWo gravity separation 
stages, activated charcoal ?ltration, ion exchange ?ltration, 
and a tWo stage membrane ?ltration With each having 
successively smaller pore siZes. After all of this ?ltration, the 
Water is reused as Wash Water again. 

There are a number of disadvantages and shortcomings 
With the system disclosed by Ballard et al. The temperature 
of the heated Water used to melt contaminants is limited by 
its boiling point Which Would also limit its effectiveness. 
Also, the contaminants that are removed from the particulate 
matter being treated by the heated Wash Water are deposited 
into the various separation and ?ltration means. All of these 
sub-systems require their oWn cleaning by backWashing or 
other means, and the ef?uent from cleaning them produces 
contaminated Waste that requires the additional effort and 
expense of treating them at another facility. 
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As in the disclosure by Torline et al., Ballard et al. also has 
number of sub-systems requiring maintenance, 
backWashing, and repair, also incurring additional effort and 
expense. 

Another system to decontaminate soil is disclosed by 
Guymon (US. Pat. No. 5,252,138). This method of treating 
contaminated soil, like that disclosed by Ballard et al. 
involves Washing the contaminated soil With Water. Unlike 
the Ballard et al. disclosure hoWever, Guymon proposes the 
use of a non-ionic surfactant, a type of detergent, to remove 
hydrocarbon contaminants from the soil being treated. Guy 
mon discloses the use of a speci?c group of surfactants to 
enable the Wash Water to dislodge oils from the soil. 

Guymon makes no attempt to deal With the mechanics 
involved in treating the soil or cleaning the Wash Water used 
to treat the soil. Also, the issue of hoW to handle or dispose 
the recovered oily contaminants is not considered, leaving 
the operator With the effort and expense of treating these 
contaminants by other means. 

A system to decontaminate sand or soil polluted by 
hydrocarbons is disclosed by Toor (US. Pat. No. 5,344,255). 
Like the Guymon disclosure, Toor uses a non-ionic 
surfactant, a type of detergent, in a Water solution to Wash 
the soil and then decontaminates the Wash Water so that it 
can be reused continuously. This system has an initial 
separation stage, at least one Washing phase, at least one 
rinsing phase, an oil/Water separator of the coalescer type, 
and a ?occulation tank. Other embodiments disclosed by 
Toor also include one or more of the previously mentioned 
stages as Well as one or more hydro-cyclones to remove 

particulate matter from the recycled Wash Water. 
For all of its complexity, the Toor system does not provide 

for the disposal of the oil recovered or for the handling and 
disposal of contaminated ?nes and silt. These contaminated 
outputs must be processed by other means not included in 
this disclosure. This system also incurs additional expense 
because it continuously consumes detergent and ?occulant 
that cannot be recycled or reused during operation. 

LeboWitZ (US. Pat. No. 5,461,186) discloses mixing of 
coal and Water into the contaminated soil and then cooking 
this mixture to remove volatile contaminants. This step is 
folloWed by screening, deWatering, and ?nally, burning the 
mixture. 

The mixture is heated and agitated While it is still Wet, 
Which limits the temperature in this step of the process to the 
boiling point of the Water. This is not hot enough to volatiliZe 
all the contaminant hydrocarbons, but these other not yet 
volatiliZed hydrocarbons are consumed in the ?nal step 
When the mixture is burned. 

Burning coal as a decontamination strategy leaves the 
ecological clean-up problem of the entire coal burning 
process. Also there is no provision mentioned for treating the 
volatiliZed hydrocarbons from the hot Water Wash Within the 
process. This contaminated Waste must be treated and dis 
posed of by some other means. 

NoWhere in the related art is a system that fully integrates 
the tWo processes, one decontaminating soil and the other 
decontaminating mixed oily Waste Water, Within a single 
processing facility in such a Way that there is no contami 
nated output Whatever. 

SUMMARY OF THE INVENTION 

It is accordingly an object of the invention to provide an 
apparatus and method for the decontamination of soil With 
the simultaneous environmentally safe separation and re-use 
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4 
of certain contaminated mixed Waste ?uids. Throughout this 
integrated system, every by-product of each step is either 
decontaminated, consumed in another operation Within the 
system, or made available for re-use. 

It is a further object of the invention to provide an 
apparatus and process that can be used in conjunction With 
a soil treating facility so as to improve its pro?tability, 
energy ef?ciency and reduce its environmental impact. 

According to the objects of the present invention, con 
taminated mixed Waste ?uid containing Water and hydro 
carbon contaminants are separated into liquid hydrocarbons 
(free oil and hydrocarbons) and Water. The hydrocarbons are 
either packaged for sale and re-use or used as alternative fuel 
for a thermal desorber in the soil decontamination portion of 
the system. The Water from the oil/Water separation is used 
to quench the hot decontaminated soil in a pug mill blender 
or other quenching device prior to release of the soil from 
the processing site. This Water is also further treated in that 
during quenching upon contact With the hot decontaminated 
soil the quenching Water, along With any residual 
contaminants, immediately vaporiZes With these vapors 
being scavenged into the ?ue gas treatment system Where it 
is processed. 

It is also an object of this invention to avoid the use of 
high cost items that require extensive maintenance such as 
ion exchange ?lters, membrane ?lters, and activated char 
coal ?lters. This results in a system that is much more 
economical to build and operate than the prior art Which 
includes expensive and maintenance intensive sub-systems 
not needed for the present invention. 
The oil/Water separation process Works in conjunction 

With the soil decontamination process. Soil decontamination 
is accomplished by thermally treating the soil in a thermal 
desorber, an apparatus that can be heated by electricity, 
natural gas, furnace oil, or the free oil and hydrocarbons 
recovered Within this system. The thermal desorber heats the 
soil Which removes the hydrocarbon contaminants from the 
contaminated soil by volatiliZing them. 
The ?ue gases containing volatiliZed hydrocarbons from 

the treated soil in the thermal desorber pass through a 
thermal or catalytic oxidiZer. The ?ue gases and vapors from 
various other elements Within the system undergo oxidation 
in the oxidiZer. The exhaust gases from the oxidiZer pass 
through a ?ue gas heat exchanger or other means to cool the 
?ue gases. The ?ue gas heat exchanger thus provides ther 
mal energy for use elseWhere in the process. 

Although it is not necessary in the present invention, local 
conditions and/or the nature of the contamination from a 
speci?c site may make it be appropriate to have an acid gas 
scrubber treat the ?ue gases. Water to be mixed With either 
the caustic soda or the lime for the acid gas scrubber can 
come from the oil/Water separation part of the process. 
The ?ue gases can then pass through a baghouse ?lter or 

other ?ltration means to remove any remaining particulate 
matter before the decontaminated, substantially cleaned, and 
environmentally safe exhaust gases are discharged into the 
atmosphere. Particulate matter that is removed from the ?ue 
gases by the baghouse ?lter, or other particulate matter 
separation means, is transferred to the pug mill blender or 
other quenching means for further treatment and mixing 
With the decontaminated soil. It is also possible When 
dealing With contaminants that have a loW temperature of 
volatiliZation to have the baghouse ?lter placed in the ?ue 
gas ?oW after the thermal desorber and before the ?ue gas 
oxidiZer. 

To conserve energy, thermal energy from the ?ue gas heat 
exchanger in the form of heated liquid is recovered and 
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transferred by heated liquid-to-liquid heat exchangers to the 
contaminated mixed Waste ?uid entering the oil/Water sepa 
rator as Well as to the clean backwash Water used to 
regenerate the coalescer. Heating the contaminated mixed 
Waste ?uid reduces its viscosity Which facilitates the sepa 
ration of Water from hydrocarbons Within the oil/Water 
separator in accordance With Stoke’s LaW. Heating the clean 
Water used for backWashing the coalescer signi?cantly 
enhances backWashing ef?ciency. 

Within the scope of the present invention, the contami 
nated mixed Waste Water entering the oil/Water separator and 
the clean Water used to backWash the coalescer can alterna 
tively be heated either by a hot air-to-liquid heat exchanger 
or other means, including but not limited to, electric, solar, 
or fuel burning ?uid heating devices. 
From the ?uid handling part of the operation, settled 

solids (hereafter referred to as sludge) from the oil/Water 
separator are sent to the contaminated soil input Where they 
are mixed and treated With the soil being decontaminated. 
The separated oils and hydrocarbons can be used as an 
alternative fuel burned in the rotary dryer to thermally treat 
the contaminated soil or they could be packaged for sale or 
be re-re?ned. The Water from the oil/Water separator is 
pumped through a coalescer for further puri?cation prior to 
its use in quenching the hot decontaminated soil. 

The coalescer is periodically backWashed in order to 
regenerate its capability to purify Water. In the preferred 
design, heating of the backWash Water is done With a heated 
liquid-to-liquid type of heat exchanger Which receives its 
thermal energy from the ?ue gas heat exchanger. It is also 
possible to use a hot air-to-liquid type of heat exchanger or 
other means, including but not limited to, electric, solar, or 
fuel burning ?uid heaters to heat the backWash Water prior 
to its entering the coalescer. 

The used backWash Water is piped back into the oil/Water 
separator or the bulk oily Waste Water storage tank Where it 
is mixed and processed With the rest of the contaminated 
mixed Waste ?uid being processed. The Water from the 
coalescer is used to quench the thermally treated, high 
temperature decontaminated soil before it is removed from 
the treatment site. 

By using the Water decontaminated Within the system to 
quench hot soil, it is not necessary to purify the Water to the 
point that it meets the strict standards for discharge into 
surface Waters. In the present invention, since the Water is 
used to quench hot soil, suspended particulate solids in the 
Water simply become part of the soil being quenched. The 
extra ?ltration means that are not required result in a 
signi?cant savings to the plant operator. The Water itself is 
further treated in that When it is used to quench the hot soil 
from the thermal desorber in the quenching apparatus, it is 
vaporiZed upon contact With the soil and the Water vapor and 
any remaining contaminants in it are ducted to the oxidiZer 
Where it is processed With the ?ue gases. 

Energy used in this invention is conserved because fuel 
that is recovered from the ?uid being processed reduces the 
amount of fuel needed from sources outside the system to 
thermally treat the soil. Water from the ?uid being decon 
taminated is used to quench the hot decontaminated soil 
instead of Water resources from outside the process. Energy 
is also conserved When thermal energy from the treatment of 
contaminated soils is recovered and used elseWhere in the 
process to improve the ef?ciency of the separation of hydro 
carbons from Water in the oil/Water separator (Stoke’s LaW) 
and to improve the ef?ciency of the backWashing of the 
coalescer. 
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6 
The products of both the ?uid handling portion and the 

soil decontamination portion of this process are used to 
enhance each other in an integrated and synergistic opera 
tion. The only outputs of this fully integrated process are oil 
for re-use (if pro?table), decontaminated environmentally 
safe soil, and exhaust gases Which meet stringent standards. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The above and other objects and features of the present 
invention Will be clearly understood from the folloWing 
description With respect to the preferred embodiments 
thereof When considered in conjunction With the accompa 
nying draWings, in Which: 

FIG. 1 is a schematic representation of the ?uid separation 
portion of the invention. 

FIG. 2 is a schematic representation of the soil decon 
tamination portion of the invention. 
While the present invention can be modi?ed into a variety 

of alternate con?gurations, the speci?c embodiments shoWn 
as an example in the draWings Will be described in detail. 
Within the scope of the present invention it should be 
understood that the draWings With their detailed descriptions 
are not intended to limit the invention to the any particular 
form disclosed in the preferred embodiments. Rather, the 
intention is to include all of the alternatives, modi?cations, 
and equivalents as de?ned by the claims. 

DETAILED DESCRIPTION OF THE 
PREFERRED EMBODIMENTS 

The invention Will be described in further detail With an 
illustrative preferred embodiment for treating Water and soil 
contaminated by hydrocarbons in an integrated process that 
has decontaminated environmentally safe exhaust gases and 
decontaminated environmentally safe soil as its only out 
puts. 

Contaminated mixed Waste ?uid containing various 
hydrocarbons, and/or halogenated hydrocarbons, including 
but not limited to, bilge Water, tank farm run-off, oil re?nery 
run-off, industrial process ef?uent, and contaminated ground 
or surface Water are transferred through a contaminated 
mixed ?uid input line 1 and a normally closed manually 
operated valve 2 into a bulk Waste storage tank 3. A vent 4 
mounted on the bulk Waste storage tank 3 is connected to a 
vent vapor duct 5. Hydrocarbon vapors are draWn through 
the vent vapor duct 5 by negative air pressure into a thermal 
(or catalytic) oxidiZer 67 for treatment With the ?ue gases. 
The entire ?ue gas stream is under negative air pressure to 
ensure that there is no leakage or fugitive emissions. 

Within the scope of the present invention the vent vapor 
duct 5 could discharge into any place in the ?ue gas stream 
before the thermal oxidiZer 67 so that any hydrocarbon 
vapors from the contaminated mixed Waste ?uid in the bulk 
Waste storage tank 3 Would be safely consumed Within the 
system. Contaminated mixed Waste ?uid from the bulk 
Waste storage tank 3 is draWn through a normally open 
manually operated valve 6 onWard through a line 7 to an air 
operated diaphragm type feed pump 8. Within the scope of 
the present invention other pumping means could be used in 
place of the air operated diaphragm pump 8. 
When a level control 9 is satis?ed, the air operated 

diaphragm pump 8 transfers the contaminated mixed Waste 
?uid through a line 10 and through a heated liquid-to-liquid 
heat exchanger 11 Which receives its thermal energy from a 
heated gas-to-liquid ?ue gas heat exchanger 72 through a 
liquid thermal transfer medium line 12. A liquid thermal 
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transfer medium return line 13 provides the means by Which 
the liquid thermal transfer medium is returned to the heated 
gas-to-liquid ?ue gas heat exchanger 72. The liquid thermal 
transfer medium is circulated by a thermal transfer medium 
circulation pump 73 of the centrifugal type. Within the scope 
of the present invention this liquid thermal transfer medium 
circulation pump 73 could be of any of a number of types of 
pump, but the preferred type is centrifugal in its function. 

The pre-heated contaminated mixed Waste ?uid ?oWs 
from the heat exchanger 11 through a normally open manu 
ally operated valve 14 into a gravity oil/Water separator 15. 
This gravity oil/Water separator 15 in the preferred embodi 
ment Would be of the type similar to that marketed by 
Monarch Separators, Inc. Within the gravity oil/Water sepa 
rator 15, as a result of pre-heating of the contaminated mixed 
Waste ?uid by the heat exchanger 11, separation of the 
hydrocarbons (including oil) from the Water is accelerated. 
This acceleration of the separation process is a manifestation 
of Stoke’s LaW in that heating of the contaminated mixed 
Waste ?uid reduces its viscosity, Which in turn accelerates 
the gravity separation of hydrocarbons from the Water. 

Hydrocarbons (including oil) from the gravity oil/Water 
separator 15 ?oW through a line 16 into a free oil and 
hydrocarbons holding tank 17. Water from the gravity 
oil/Water separator 15 ?oWs through an inlet line 18 into a 
balance tank 19. Any hydrocarbon vapors Within the gravity 
oil/Water separator 15 pass through a vent 20 and are draWn 
into the vent vapor duct 5 by negative air pressure into the 
thermal oxidiZer 67 Where it is oxidiZed With the rest of the 
hydrocarbon ?ue gases. 

Periodically, When the sludge build up in the gravity 
oil/Water separator 15 has reached a certain level, the sludge 
is draWn through a normally open manually operated valve 
21 by an air operated diaphragm type sludge pump 22. The 
sludge, noW under pressure from the air operated diaphragm 
sludge pump 22 is pumped through a sludge outlet line 23 
to a contaminated soil input 58. Within the scope of this 
invention it is possible to replace the air operated diaphragm 
sludge pump 22 With any of a number of other pump types, 
but the pump speci?ed for the preferred embodiment is of 
the air operated diaphragm type. 
When a level control 24 is satis?ed, Water from the 

balance tank 19 ?oWs through a normally open manually 
operated valve 25 and a line 26 to a positive displacement 
type feed pump 27 Which pumps the separated Water through 
an inlet line 28 and through a normally open solenoid valve 
29 to a coalescer 30 for further puri?cation. In the preferred 
embodiment this coalescer 30 is of the type similar to that 
marketed by Exxon Research Corp. The oleophilic ?ltration 
media that accomplishes the coalescing action Within the 
coalescer 30 is of the type disclosed by Hall et al. (US. Pat. 
No. 4,172,031). Liquid hydrocarbons (including oil) from 
the coalescer 30 ?oW through a normally open solenoid 
valve 31 and a hydrocarbons outlet line 32 into the free oil 
and hydrocarbons holding tank 17. 

The hydrocarbons in the free oil and hydrocarbons hold 
ing tank 17 can either be packaged for sale and re-use or 
re-re?ned or used as fuel for the soil decontamination 
process. Free oil and hydrocarbons holding tank 17 has any 
hydrocarbon vapors removed through a vent 37 by negative 
air pressure into the vent vapor duct 5 to the thermal oxidiZer 
67 Where the vent vapors are consumed. 

Puri?ed Water from the coalescer 30 is draWn through a 
Water line 33 and through a normally open manually oper 
ated valve 34 into a centrifugal transfer pump 35. Although 
a centrifugal pump is preferred, Within the scope of the 
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8 
present invention it is possible to use any of a number of 
types of pump as a substitute for the transfer pump 35. 
Out?oW from the transfer pump 35 passes though a normally 
open solenoid valve 36 and a Water line 37 to a decontami 
nated Water storage tank 38. 

When a level control 39 in the free oil and hydrocarbons 
holding tank 17 is satis?ed, hydrocarbon ?uid from it is 
draWn through a normally open manually operated valve 40 
by a centrifugal transfer pump 41. Although the centrifugal 
design is preferred for transfer pump 41, Within the scope of 
the present invention there are other types of pump that 
could also be used for this function. The ?oW from the 
transfer pump 41 passes through a normally open manually 
operated valve 42 and an alternative fuel line 43 to an 
internal fuel burner 62 Where the hydrocarbons are burned as 
an alternative fuel source or mixed With fuel from an 
external fuel source line 61 and then burned to provide 
thermal energy for a thermal desorber 60. Supplying this 
alternative fuel to burn in the thermal desorber’s internal 
fuel burner 62 reduces the need for fuel from outside the 
system. 

Although in this preferred embodiment the thermal des 
orber 60 is of the rotary type With an internal fuel burner, it 
is Within the scope of the present invention to have the 
alternative of an externally mounted fuel burner in place of 
the thermal desorber’s internal fuel burner 62, and to have 
the thermal desorber 60 be a conveyor or other type knoWn 
in the art. 

To periodically clean and regenerate the coalescer 30, it 
goes through a backWash cycle. To initiate the backWash of 
the coalescer 30, the positive displacement pump 27 and the 
transfer pump 35 are stopped, the normally open solenoid 
valve 29 on the inlet line 28 closes, the normally open 
solenoid valve 36 on the Water line 37 closes, and the 
normally open solenoid valve 31 on the hydrocarbons outlet 
line 32 also closes. A normally closed solenoid valve 44 
Which controls the ?oW through a backWash outlet line 49 of 
used backWash Water out of the coalescer 30 into the gravity 
oil/Water separator 15 opens. A normally closed solenoid 
valve 45 controls the ?oW of clean backWash Water through 
a heated liquid-to-liquid heat exchanger 48, through a back 
Wash Water inlet line 47 and the Water line 33 to the 
coalescer 30. The source of thermal energy for the backWash 
Water is the heated liquid-to-liquid heat exchanger 48 Which 
in turn gets its thermal energy from the heated gas-to-liquid 
?ue gas heat exchanger 72. The normally closed backWash 
Water solenoid valve 45 is cycled opened and closed alter 
nately With a normally closed compressed air inlet solenoid 
valve 46 Which controls the compressed air entering through 
the Water line 33 to the coalescer 30. 

During the backWash cycle, When the normally closed 
backWash Water solenoid valve 45 is opened, the normally 
closed compressed air inlet solenoid valve 46 is closed. After 
a short period of time, the normally closed backWash Water 
solenoid valve 45 closes and the normally closed com 
pressed air solenoid valve 46 opens. The tWo normally 
closed solenoid valves 45 and 46 alternate states With each 
other for the duration of three quarters of the backWash 
cycle. Mixed air and hot Water ?oW through the oleophilic 
?ltration media Within the coalescer 30 causing the oleo 
philic ?ltration media inside the coalescer 30 to release the 
coalesced contaminants into the backWash Water. 

The used backWash Water leaves the coalescer 30 through 
the noW open but normally closed solenoid valve 44 and 
through the backWash outlet line 49 to the gravity oil/Water 
separator 15 Where it is treated With the contaminated mixed 
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Waste ?uid. Within the scope of the present invention it is 
also possible to have the backwash outlet line 49 go to the 
bulk Waste storage tank 3 Where it Would discharge the used 
backwash Water into the contaminated mixed Waste ?uid so 
that it Would be processed With it. 

For the last fourth of the backWash cycle, the normally 
closed compressed air solenoid valve 46 closes and stays 
closed While the normally closed backWash Water solenoid 
valve 45 stays open effecting a ?nal Water rinse of the 
coalescer 30 Which ?nishes the backWash cycle. When the 
backWash cycle for the coalescer 30 ends, the normally open 
solenoid valves 29, 31, and 36 all open, returning them to 
their normal operating state. The normally closed solenoid 
valves 44, 45, and 46 all close, returning them to their 
normal operating state. It is also possible to use other timing 
cycles for the backWashing process Within the scope of this 
invention. After the solenoid valves have all returned to their 
normal operating state, the coalescer 30 returns to its pri 
mary function of removing as much of the hydrocarbons 
from the Water as possible. 

Other options Within the scope of the present invention to 
heat the backWash Water Which Would replace the heated 
?uid-to-?uid backWash Water heat exchanger 48 include, but 
are not limited to, either a heated air-to-liquid heat 
exchanger or ?uid heaters that are electrical, solar, or fuel 
burning in their operation. 

Substantially puri?ed Water from the coalescer 30 is 
draWn through the Water line 33 and the normally open 
manually operated valve 34 into the transfer pump 35. The 
out?oW from the transfer pump 35 passes through the 
normally open solenoid valve 36 and Water line 37 to the 
decontaminated Water storage tank 38 Where it is kept for 
use elseWhere Within the process. 

Avent 50 attached to decontaminated Water storage tank 
38 is open to the atmosphere. When a level control 51 on the 
decontaminated Water storage tank 38 is satis?ed, decon 
taminated Water can be draWn through a Water line 52 and 
through a normally open manually operated valve 53 by a 
centrifugal transfer pump 54. Although the preferred pump 
for this function is of the centrifugal type, other pump types 
can also be used in this position Within the scope of this 
invention. The out?oW of the transfer pump 54 ?oWs 
through a Water line 55 to the soil quenching means or soil 
conditioner such as a pug mill blender 80 Where it is used to 
quench hot decontaminated soil from the thermal desorber 
60. 

In the soil decontamination portion of the system, con 
taminated soil 56 is transferred by a payloader bucket 57 (or 
other means) into the contaminated soil input 58 Where it is 
then moved by a conveyer belt 59 (or other means) into the 
thermal desorber 60. The thermal desorber 60 can be a rotary 
dryer or other soil treatment devices knoWn in the art. Fuel 
(such as, but not limited to, piped in natural gas or fuel oil) 
from an outside source fuel line 61 is burned by a burner 62 
as the primary source of thermal energy for the thermal 
desorber 60. Alternative fuel from the hydrocarbon tank 17 
can also be burned in the thermal desorber’s internal burner 
62. These tWo fuel sources can either be alternated or mixed 
together before burning. 

Thermal volatiliZation of the contaminant hydrocarbons 
in the heated soil takes place inside the thermal desorber 60. 
Flue gases from the soil being thermally processed contain 
ing volatiliZed hydrocarbons pass through a ?ue gas duct 66 
into the thermal (or catalytic) oxidiZer 67. Hydrocarbon 
vapors from the tank vents 4, 20, and 37 are draWn through 
the vent vapor duct 5 by the negative air pressure of the 
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entire ?ue gas treatment stream into the thermal (or 
catalytic)oxidiZer 67. Air to aid in the combustion of the 
volatiliZed hydrocarbons is draWn through a line 70 by 
negative air pressure into the thermal oxidiZer. Fuel (such as, 
but not limited to, piped in natural gas) from the outside 
source fuel line 61 also enters the thermal oxidiZer 67 Where 
volatiliZed hydrocarbons in the ?ue gases, the vent vapors, 
and the vaporiZed quench Water are consumed in a thorough 
combustion process. After having been thoroughly com 
busted in the thermal (or catalytic) oxidiZer 67, the hot ?ue 
gases entering a ?ue gas duct 71 are, at this point, substan 
tially decontaminated. 

Hot ?ue gases from the thermal oxidiZer 67 pass through 
the ?ue gas duct 71 into the heated gas-to-liquid ?ue gas heat 
exchanger 72 Which provides thermal energy for use else 
Where in the process. Liquid thermal transfer medium is 
moved through the heated gas-to-liquid ?ue gas heat 
exchanger 72 by liquid thermal transfer medium circulation 
pump 73. The heated liquid passes through the liquid 
thermal transfer medium line 12 to the heated liquid-to 
liquid heat exchanger 11 for pre-heating of the contaminated 
mixed Waste Water entering the gravity oil/Water separator 
15 and to the liquid-to-liquid heat exchanger 48 to pre-heat 
the backWash Water used to backWash the coalescer 30. 
Fluid thermal transfer medium returns from the heat 
exchangers 11 and 48 through the liquid thermal transfer 
medium return line 13 to the liquid thermal transfer medium 
circulation pump 73 and then back to the heated gas-to-?uid 
heat exchanger 72. Flue gases cooled by their passage 
through heat exchanger 72 (or other means to reduce its 
temperature) travel through ?ue gas duct 74 to a baghouse 
?lter 75. In some cases, such as When treating soil polluted 
by hydrocarbons With a loW temperature of volatiliZation, 
the baghouse ?lter 75 can be placed after the thermal 
desorber 60, and before the oxidiZer 67, Within the scope of 
the present invention. 

Energy conservation is the driving consideration to use 
heat exchangers in this system to provide thermal energy for 
pre-heating the contaminated mixed Waste ?uid entering the 
oil/Water separator 15 and for pre-heating the backWash 
Water used to regenerate the coalescer 30. The use of a liquid 
thermal transfer medium is preferred in this embodiment of 
the invention for the collection of thermal energy from the 
high temperature ?ue gases and the transfer of thermal 
energy to the contaminated mixed Waste ?uid entering the 
oil/Water separator 15 and the backWash Water entering the 
coalescer 30 during the backWash cycle. 

It is also possible to have the heat exchangers 11 and 48 
replaced by electrical, solar, or fuel burning ?uid heaters to 
pre-heat the contaminated mixed Waste ?uid and the back 
Wash Water. The heated gas-to-liquid ?ue gas heat exchanger 
72 could be, in the event that energy conservation is not a 
priority, replaced by devices such as, but not limited to, a 
radiator to reduce the ?ue gas temperature before it enters a 
?ue gas duct 74. 

Although not part of the present invention, under certain 
conditions, such as dealing With certain contaminants, it 
might be appropriate to include an acid gas scrubber of the 
type marketed by Tarmac Equipment Company, Inc., as an 
element Within the system. This acid gas scrubber Would 
most likely be inserted into the ?ue gas ?oW after the 
thermal (or catalytic) oxidiZer 67 and before the baghouse 
?lter 75. The acid gas scrubber Would require either caustic 
soda or lime to be mixed With Water in order to operate. This 
Water Would come from the decontaminated Water storage 
tank 38 through the decontaminated Water line 55. Acid gas 
scrubbers have a sludge output that in this system can be 
handled by having this sludge pumped to either the con 
taminated soil input 58 or directly into the rotary dryer 60. 
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If it is not practical to process this sludge With the soil being 
decontaminated, then conventional means Would be used to 
dispose of it. 

In the baghouse ?lter 75, any remaining particulate matter 
still in the ?ue gases is ?ltered out and sent through a line 
76 to the pug mill blender 80 or other quenching means for 
treatment With the decontaminated soil. Flue gases, noW 
substantially decontaminated and environmentally safe, are 
draWn out of the baghouse ?lter 75 through a duct 77 by an 
exhaust bloWer 78 through an exhaust stack 79 out into the 
atmosphere. This exhaust bloWer 78 can also be responsible 
for the negative air pressure of the entire ?ue gas treatment 
system. 

Hot decontaminated soil from the thermal desorber 60 is 
transferred directly to the pug mill blender 80. Water from 
the decontaminated Water storage tank 38 is draWn through 
the Water line 52 and the normally open manually controlled 
valve 53 by the transfer pump 54. The outlet of the transfer 
pump 54 ?oWs through the Water line 55 to the pug mill 
blender 80 or other means to quench the decontaminated soil 
coming from the thermal desorber 60. When the Water 
comes into contact With the hot soil in the pug mill blender 
80, it is vaporiZed and draWn through duct 70 by negative air 
pressure into the oxidiZer 67 Where the Water vapor and any 
remaining contaminants are consumed by combustion. If 
needed, this process of using the decontaminated Water in 
quenching acts as a further treatment process for the Water 
since any remaining hydrocarbons are volatiliZed. A con 
veyor 81 then moves this soil 82, noW substantially decon 
taminated and environmentally safe, to an on-site holding 
area Where it is stored prior to re-use. 

The individual elements that process the ?ue gas from the 
rotary dryer 60 need not be in the exact order speci?ed in the 
preferred embodiment to come Within the scope of the 
present invention. 

It is understood that although the present invention has 
been described With regard to preferred embodiments 
thereof, various other embodiments and variants may occur 
to those skilled in the art, Which are Within the scope and 
spirit of the invention, and such other embodiments and 
variants are intended to be covered by the folloWing claims. 
What is claimed is: 
1. A decontamination apparatus comprising: 
an oil/Water separator for separating oil and Water from 

contaminated mixed Waste ?uid, said oil/Water separa 
tor having a mixed Waste ?uid inlet, an oil outlet, a 
Water outlet, and a sludge outlet; 

a coalescer for treating Water separated in said oil/Water 
separator to remove remaining hydrocarbons based 
compounds, said coalescer having a Water inlet opera 
tively connected to said Water outlet of said oil/Water 
separator, said coalescer including a decontaminated 
Water outlet and a hydrocarbon based compounds out 
let; 

a thermal desorber having a contaminated soil input that 
receives contaminated soil, said thermal desorber hav 
ing a decontaminated soil output, a ?ue gas outlet, and 
a means for heating the soil; 

a soil quenching device for cooling doWn decontaminated 
soil, said soil quenching device having a decontami 
nated soil input operatively connected to said decon 
taminated soil output of said thermal desorber, and a 
decontaminated and quenched soil output; and 

an oxidiZer having a ?ue gas inlet operatively connected 
to said ?ue gas outlet of said thermal desorber, a fresh 
air inlet, and a decontaminated exhaust gas outlet. 

2. A decontamination apparatus as claimed in claim 1, 
Wherein said oil/Water separator is a gravity oil/Water sepa 
rator. 
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3. A decontamination apparatus as claimed in claim 1, 

Wherein said oil/Water separator is a hydrocyclone separator. 
4. A decontamination apparatus as claimed in claim 1, 

Wherein said oxidiZer is a thermal oxidiZer. 
5. A decontamination apparatus as claimed in claim 1, 

Wherein said oxidiZer is a catalytic oxidiZer. 
6. A decontamination apparatus as claimed in claim 1, 

Wherein said soil quenching device is a pug mill blender. 
7. A decontamination apparatus as claimed in claim 1, 

Wherein said soil quenching device includes a drum and 
means for spraying Water onto the treated soil. 

8. A decontamination apparatus as claimed in claim 1, 
Wherein said oxidiZer further includes a hydrocarbon vapor 
inlet, and said apparatus further comprising a means for 
ducting hydrocarbon vapors from said oil/Water separator to 
said hydrocarbon vapor inlet. 

9. A decontamination apparatus as claimed in claim 8, 
further comprising a ?ue gas heat exchanger receiving ?ue 
gases from said exhaust gas outlet of said oxidiZer and 
transferring heat from the ?ue gases to a heat exchange 
medium. 

10. A decontamination apparatus as claimed in claim 9, 
further comprising a preheat Waste ?uid heat exchanger 
located in proximity to said oil/Water separator and Wherein 
said heat exchange medium passes from said ?ue gas heat 
exchanger to said preheat Waste ?uid heat exchanger for 
preheating the mixed Waste ?uid prior to entry into said 
oil/Water separator. 

11. A decontamination apparatus as claimed in claim 9, 
further comprising a preheat backWash heat exchanger 
located in proximity to said coalescer and a backWash Water 
inlet for providing backWash Water, Wherein said heat 
exchange medium passes from said ?ue gas heat exchanger 
to said preheat backWash heat exchanger for preheating the 
backWash Water prior to entry into said coalescer. 

12. A decontamination apparatus as claimed in claim 1, 
further comprising a ?lter operatively connected to said 
exhaust gas outlet of said oxidiZer so as to remove particu 
late matter before gases from said oxidiZer are exhausted to 
the atmosphere. 

13. A decontamination apparatus as claimed in claim 1, 
Wherein said thermal desorber comprises a rotary dryer. 

14. A decontamination apparatus as claimed in claim 13, 
further comprising a baghouse ?lter disposed betWeen said 
rotary dryer and said oxidiZer. 

15. A decontamination as claimed in claim 1, further 
comprising a hydrocarbon holding tank and Wherein said 
means for heating the soil comprises a fuel burner, said fuel 
burner being operatively connected to said holding tank. 

16. A decontamination apparatus as claimed claim 1, 
Wherein said thermal desorber comprises a conveyor. 

17. Adecontamination as claimed in claim 1, Wherein said 
thermal desorber comprises means for directly heating the 
soil. 

18. A decontamination apparatus as claimed in claim 1, 
Wherein said thermal desorber comprises means for indi 
rectly heating the soil. 

19. A decontamination apparatus comprising: 
an oil/Water separator for separating oil and Water from 

contaminated mixed Waste ?uid, said oil/Water separa 
tor having a mixed Waste ?uid inlet, an oil outlet, a 
Water outlet, and a sludge outlet; 

a coalescer for treating Water separated in said oil/Water 
separator to remove remaining hydrocarbons based 
compounds, said coalescer having a Water inlet opera 
tively connected to said Water outlet of said oil/Water 
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separator, said coalescer including decontaminated a soil quenching device for cooling doWn decontaminated 
Water outlet and a hydrocarbon based compounds out- soil, said soil quenching device having a decontami 
let; nated soil input operatively connected to said decon 

a thermal desorber having a contaminated soil input that tammated SO11 Output of Sald thermal desorber’ and a 
receives contaminated soil, said thermal desorber hav- 5 decontaminated and quenched Soil Output 
ing a decontaminated soil output, a ?ue gas outlet, and 
a means for heating the soil; and * * * * * 


